FEE 


Work Order ID 85458 
ie ee ee 


*QRARQ* 


Accept 


Item ID: D3537-1 *N NNNA4AN 1 ONN* Setup Start * * 
Revision ID: 7 ; : N S 1 

Item Name: Wearpad op 8 N G 2 = 

Start Date: 08/06/2012 Start Qty: 50.00 *5(* Cust Item ID: 

Required Date: 22/06/2012 Reg'd Qty: 50.00 *R(* Customer: 

Reference: 
JE es EN AA EA EE = - Run Start *N R 4 å 
Approvals: Process Plan: ML 2 Date: v] Dio | OG Tooling: P © Date | 

Sto 
ær eee Gå Date: SPC (Y/N): a Date: _ p *N R DJ 

Sequence ID/ få Operation i i Set Up/ = Tool ID Tool# Plan Accept l Reject i Reject > Insp. — E 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 

Draw Nbr Revision Nbr i å 

| D3537 Rev C 

100 0.00 

*4 NN* FLOW WATER JET SO) © Te 
Waterjet Memo 0.00 l JG l : G 9 
FLOW CNC Waterjet 1-Cut as per Dwg D3537Dwg Rev: (0. Prog Rev: C 2-Deburr a- 
307 - OG 3 if necessary 

110 QC2- Inspect parts off machine FAI/FAIB 0.00 

AUTO == Oo Im 
Q Memo 0.00 IZ-G- 3 
Quality Control 

120° QC8- Inspect parts - second check 0.00 yo ua” 

*4A9N* S | = 

; HOJ- a 
QC Memo 0.00 at slu = 


Quality Control 


f 


Work Order ID 85458 


 *RRARR* 


*NONNNANINN* Sem sai *NQ1* 


Accept 


Stop 


*NS2* 


Run Start *NI R 4 * 
> *NR2* 


Revision ID: 

Item Name: Wearpad 

Start Date: 08/06/2012 Start Qty: 50.00 *L(* Cust Item ID: 

Required Date: 22/06/2012 Req'd Qty: 50.00 *5N* Customer: 

Reference: 

Approvals: Process Plan: Si Date: Tooling: A Date: _ 

QC: et B Date: SPC (Y/N): Date: o o— oOo 

Sequence ID/ — Operation Set Up/ Tool ID  Tool# Plan 
Work Center ID Description Run Hours Code 
130 0.00 

* 4 2N* NC BRAKE 

Brake NC Memo 0.00 

Brake NC l-Form as per Dwg D3537 on CNC brake using Jigs DT 8261 and DT 8326.2- 

Identify as D3537-1 

140 0.00 

* 4 A N * Large Fab 

Large Fab Memo 0.00 
Large Fab Qty Description BatchA/R 2059B Hardcoat 

å 1-Weld as per Dwg D3537 using Jig DT 82102-Remove any 
weld that penetrated through Wearpadif necessary 

150 QC10- Inspect visual per QS1004- ground welds 0.00 

*15N* 

QC Memo 0.00 


Quality Control 


Reject Insp. 
Number Stamp 


Accept å Rej ect 
Qty Qty 


ED ee ad 


12:06:39) 


Work Order ID 85458 
June-08-12 10:02:09AM 


BEARS — 


Item ID: D3537-1 Accept 


*NONNNAN1NN* sewe ser *NGO1* 
Revision ID: j a 
Item Name: Wearpad | Sp 9 N S 2 v 
Start Date: — 08/06/2012 Start Qty: 50.00 *E(* Cust Item ID: 
Required Date: 22/06/2012 Req'd Qty: 50.00 *5(* Customer: 
Reference: 
gr CS Aye i TT T F = Run Start œ% * 
Approvals: Process Plan: — Date: Tooling: a ne Date: __ jer N R 1 
Sto 
QC Date: = SPC(Y/Ny: o= Dater _ P N R 2 * 
Sequence ID/ — Operation Me 7 i Ti Set Up/ © ToollD Tool# Plan — Accept Reject i Reject Insp. er 
Work Center ID Description Run Hours Code Qty Qty Number , Stamp 
160 QCS5- Inspect part completeness to step on W/O 0.00 
*4RN* <ô A gb A] 
QC Memo 0.00 EE Ne = 
Quality Control 
170 Grey Sandtex(Ref:4.3.5.6) per QSI005 4.3 0.00 
*47N* 2 od g H/86281. 
Powdercoat i Memo 0.00 i j SG 


8 


Powder Coating S TIME: po 22 pA 5 TRE 
2 Sp FINISH TIME: : < 


180 QC3- Inspect Part Finish 0.00 


*4QN* 
QC 


SOK qd AU Vad 


Memo 0.00 
Quality Control 


Work Order ID 85458 
June-08- L 2 dł 0: 02:09 AM 


D3537-1 


Accept 


*RKAKS* 


SNannnantnn® ss NST" 


so ANSD* 


Cust Item ID: 
Customer: 


Item ID: 

Revision ID: 

Item Name: Wearpad 

Start Date: — 08/06/2012 Start Qty: 50.00 *5(* 

Required Date: 22/06/2012 Req'd Qty: 50.00 *5(* 

Reference: 

Approvals: Process Plan: Date: | Tooling: 
QC Dater _ SPC(Y/N): 

Sequence ID/ _ i Operation — Set Up/ 

Work Center ID Description å Run Hours 

190 Identify as per dwg & Stock Location: / Za) 0.00 

*4QN* 

Packaging Memo 0.00 

Packaging 

200 QC21- Final Inspection - Work Order Release 

*ONN* 

QC 


Quality Control 


Age de i Start 
i Date: 2—2 2 a od *NR1 * 


Stop 


Dater *N RI2* 7 


ToolID  Tool# Plan 


“Accept. Reject Reject Insp. — 
Number Stamp 


Code Qty Qty 


od sol 


v 


Picklist Print 
June-08-12 10:02:13 AM 


Work Order ID: 85458 


*Q5458* 


Parent Item: D3537-1 *1)25237 1 * 
Parent Item Name: Wearpad EN 
Comments: IPP Rev:A New Issue 07-02-14 JLM 
Component Item ID/ Replacement Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location Location 
M304S16GA Purchased No 
*M3N4AS1AG A* 
304/316 Sheet .063 
Location 
MAT020 
121626 
121889 


Route 
Seq ID Measure 


100 sf 


Loc Qt 
122.662433 
21.4778 
101.184633 


Start Date: 08/06/2012 
Start Qty: 50.00 


Unit of Qtyon Qty per Kit Total 


Hand 
0.106 
kk 


122.6624 


Loc Code 


Required Date: 22/06/2012 
Required Qty: 50.00 


Qty 


Status 
Issued Issued 
> Er 
I VM 


DOA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


DISPOSITION 
Work Order: 


Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


Engineering 
Quality 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector ~ 


Other 


AULT CATEGORY CATEGORY 


Landing Gear 

o] Bending Passes Below Min 

E Centre Not Concentric to O/S 

E Cracks 

Ei Crushed/Crimp at Bending 

E Inspection Strip in Tube 

o] Other 

o] Positioned Wrong 

o] Ripples on Inner Bend 

E Torque Waves in Extrusion 

o] Turning Sequence 

Æ Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev F 


Hardware 
Breaking 
Missing 
Size/Length 
Spinning 
Threading 
Wrong 
Drill Holes 
gg Misaligned 
FG Ovalized 
E Over/Undersized 
i Too Many 


General 
E Burrs 
Æ Contamination 
ri Cut Too Short 
i= Documentation/Data 
| TFinish 
m inspection incomplete 
o Inspection Unqualified 
o] Instructions Incomplete/Unclear 
E Jigs/Fixtures/Tooling 
o] Kit Incorrect 
| {Kit Missing 


ied Maintenance 

im Mislabeled 

ie Off-Set 

ri Orientation Misread 
Æ Out of Calibration 
o] Out of Sequence 
o] Outside Dimensions 
o] Over/Under tolerance 
o] Part Lost 

o] Part Moved 

gs Raw Material 


Set-up 

Supplier 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Other 


DART AEROSPACE LTD Work Order: VAN Av] 
EE EE NNN NNN 
i EE le ee 

Inspection Dwg: D3537 Rev: C | 1 Page Tort | 


FIRST ARTICLE INSPECTION CHECKLIST 
[x] First Article E Prototype 


Actual 
Accept | Reject Method'ot 


Dimension Inspection 


VE EE 
2.795 +/-0.010 1. 393" V 
3.625 +/-0.010 2 GUU“ V 
0.220 x 0.380 +/-0.010 TPE V 
A 


Drawing 


Tolerance Comments 


Dimension 


KR 


[ek 
Measured by: Im Audited by: \ Prototype Approval: | N/A 
Date:| |I-G- Date: | \Z{oaly Date:| N/A 


Rev | Date | Change 
A | 07.03.21 Ne Issue 
B 07 0427 Dimensions revised per Dwg Rev. B 
C | 07.05.28 | Dimensions revised per Dwg Rev. C 


H:\FORMS\Quality Assurancelapproved QA\FAI revD 


vr 


D3537—1F FLAT PATTERN 


RO.38 (TYP) 0.220x0.380 (TYP) 
A OBROUND i 
0.220x0.380 RO.38 (4 PLACES) 
OBROUND (TYP) | 0.9 
|e 
Seige 3.625 APPLY 2 LAYERS OF 


1.965 | (REF) 20598 HARDCOAT WELDS 
| TO WITHIN 0.25 OF 


Ro.13 1 


RO.13 2.795 WEARPAD ENDS 


oK Pinis 


(TYP) mao | 0.188 TO 0.250 THICK 
RETURN TO SECTION B-B 
; ENGINEERING ; R1.62 
=— 4.250 (REF) —| UNCONTROLLED COPS — 5. 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 
WORK ORDER 0.12 0.130 
NO. SYSE MLS IT/0Gf0 & (TYP) 0.100 
= 2 = D2941—300 
(MADE FROM D3537-1F) (MADE FROM D3537—3F) (MADE FROM D3537-1F) REMOVE POWDER 
COAT FROM THESE 
A A + 1.22 B SURFACES EL D 
Fiat | Å 
0.25 | | . 0.63 B (MADE FROM D3537-3F) 
w a= gdl a 


-1/-3/-5/- P, 

1) MATERIAL: AISI 304/316 SS SHEET PER AMS 5513 OR AMS 5524, 16 GAUGE (0.063 THICK) 
(REF DART SPEC. M304S16GA) 

2) BREAK ALL SHARP CORNERS 0.063 MAX 
3) WELD PER QSI 004 
4) FINISH: POWDER COAT GREY SANDTEX (4.3.5.6) PER QSI 005 4.3 
5) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 
6) ALL DIMENSIONS ARE IN INCHES 


07.04.13 | WIDEN TAB TO 0.380, WELD PATTERN 
07.03.20 | ADD AMS 5513 AND AMS 5524 


DESIGN DRAWN BY 
DAR T GRETA 
4 APPROVED DRA! NO, 


WING Å 
D3537 SHEET 1 OF 1 
TITLE SCALE 


WEARPAD 


OTHER 
PERSON WITHOUT WRITTEN PERMISSION FROM 
DART AEROSPACE USA, INC. 


1:2 


